Page 4, line 12, delete " The Benefits of Ribbing ": 

before line 29, ins^ --BRIEF DESCRIPTION OF THE 

DRAWINGS--. 

Page 5,line I'^Tinsert -DETAILED DESCRIPTION OF THE INVENTION- 
IN THE CLAIMS 



Please amend the claims as follows. 



1 .[)] (Once Amended) Method for producing blow-molded plastic hollow bodies, whereby 



a moldablerhot-tubular parisorrblank of arthermoplastic m^ extruded from the 

adjustable circular nozzle of an extruder system and is introduced between the open blow- 
mold halves of a blow-mold in which, upon closing of the blow-mold, the parison blank is 
expanded into a finished hollow body with^the aid of a gaseous pressure medium 
[(compressed air)], while during the extmsioiyof thepa^^ thickness of 

means of a first control element on the 



the extnided^parison is mjcrease^^ 
adjustable circularjio^k oftitie extrujsJdr s^/stem 
the extruded parison over its circuirferenofe is obt 



[•f] and a partly differing wall thickness of 
ned in at leas t two diffe rent longitudinal 



zones [(]near the ultimate piich-off edge^ perp/ndicular to the parison[)] by means of a 

tj^ 



second control element on the adjustably cirj^lar nozzle of the extruder system, 
[characterized in that] whe -ein: 
[-] custom profile contoining in 



extruded parison is obtained 2|t pre^ 
by means of a third control eleSpient < 



torm 
bctable 



of a thiiy thick/thin wall-thickness setting of the 



point? along its length and/or its circumference 
m the adjjjf^able circular nozzle of the extruder system. 

xlaim 1 , wherein: 



2.[)] (Once Amended) Metl^od 
[characterized in that] 

[-] the wall thickness of the exlruded parison is progressively increased over its length by 
the slow and progressive widening} of the cross section of the nozzle with the aid of the first 
said control element [,] ; 
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[-] the wall thickness of the extruded parison in at least two different longitudinal regions 



[Qnear the ultimate pinch-off edges perpendicular to t^e parison[)] is partially increased over 
its circumference, with the aid of the second control element, by a corresponding enlargement 
of the cross section of the nozzle, whereby additionjfl plastic material is fed in [(no 
displacement),]; and 

[-] the thick/thin contouring of the parison wdll thickness, producing longitudinal ribs, is 
obtained with the aid of the third control element by the engagement of an adjustable nozzle 
gate valve DS II, having a serrated tooth/interjftitial-gap profile, for a partial, lateral 
displacement of the plastic material in the nc/z^le gap. 



3-D] (Once Amended) Method as in clg^ina-k wherein 
[characterized in that] 

[-] the wall thickness of the e!5ctrudo& paris6n is progressively increased over its length by 
the slow, progressive widenirig, with tjiie ai4^f the first control element, of the cross section 
of the nozzle[.]i 

[-] the wall thicknessfo^ the extijti4^d parison in at least two different longitudinal regions 
[(]near the ultimate pinch^ff edgesf i^erpendic ular to the parison [)] is partially increased over 
its circumference, with theiaid of^e s^pcJfia control element, by a corresponding enlargement 
of the cross section of the mz^^L^ereby additioijal plastic material is fed in [(no 
displacement),] : and 

[-] the parison wall thiblAne(ss is partially/thcreased by means of an additional thickening 
capability whereby, with th^ ^d of the tijird control element opening an adjustable nozzle 
gate valve DS II with a custcM-conJmred profile, the cross section of the nozzle is partially 
enlarged so as to feed in addMertial plastic material [(no displacement)], forming at least one 
additional thick spot in at leist one preselectable location along the length and/or 
circumference of the parisor 



4.[)] (Once Amended) /pe victor producing blow-molded plastic hollow bodies, 
incorporating an extrusiondie for extruding a tubular parison blank and an adjustable armular 
parison exit nozzle v^th circular nozzle/mandrel-gap control elements (D 0, DS I) which 
permit a specifically targeted setting of the nozzle gap for modifying the wall thickness of the 
exiting parison blank, co uprising: 
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[characterized in that]. 

at least three separate, differently contoured, exchangeable nozzle/nozzle-gap control 
elements (D 0 = mandrel, DF, DS I, DS II) [are proviaed] which, from within and/or from 
outside the nozzle gap, can be individually and/or simultaneously caused to engage in the 
extruded parison, with at least two of the control ^lements (D 0 = mandrel, DS I, DS II) being 
adjustable for which purpose they are equipped/with separate adjustment drives. 



5.[)] (Once Amended) Device as in clai^l 4, wherein 
[characterized in that] 

the third, additional control^emfenf^S II) serving to produce a custom-contoured 
profile^ [Qsuch as a serration or a thicly spot[)l is situated undemeath the control element (DS 



-I)-arid-engages~irrthe'exitin|f parison ^alsj aloyig the last element modulating the wall 
thickness. 



6.[)] (Once Amended]^ Extrusipn die ^s in claim 4 or 5, wherein 
[characterized in that] 

the bottom-mosj: i^er rfdge/6f the third control element (DS II) which can be engaged 
in the exiting parison, ifc pdsit/oned at9ppr55arnately"fli^ same level or slightly above the 
bottom-most outer edgqof mo^emral mandrel (D 0). 



7.[)] (Once Amended) \pol\ow body, consistin§/6f a thermoplastic material, comprising: 
[characterized in that] 

at least in the axikl v^lllregions . as pfeasured [(-]in-the-direction-of-the-parisonB], 
multiple, mutually spacjbd ribs\(jare formed] only on the inside of the wall while the outside of 
the wall retains [its] a Uniformly 




surface. 



8.[)] (Once Amended) Hollow body as in claim 7, wherein: 
[characterized in that] 

mutually neighboring wall zones are of an altematingly different wall thickness, with 
[the] transitions.from^thejlunn^ the thicker wall zones and vice versa [are] formed on the 
inside of the wall i i undulating fashion in a uniformly increasing and decreasing wave 
pattern. 
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9,\y] (Once Amended) Hollow body as in claim 7 orj^, wherein: 
[characterized in that] 

[it] the body is produced by the blow-moldirig method, whereby a tubular parison 
blank extruded from an extrusion nozzle is expanded in a blow mold, with an appropriate 
nozzle-control setting progressively and uniformly increasing the wall thickness of the 
parison blank in its axial direction, while by means of a corresponding nozzle control the 
parison sections exposed to the highest stress factors are provided with a greater wall 
thickness for the container regions of the ton and bottom panels extending at a 90° angle to 
the mold-parting plane, and that, by means/of an appropriate nozzle control, intemal and/or 
external longitudinal ribs are produced on the tubular parison blank in such fashion that the 
finished blow-molded container, obtained irx-a-hlow-mold v^th a smooth surface for the 



-lateral or-vertical-walVsectionsris pr^^ed^th^fi^ mutually neighboring, strip-like 
wall zones of a varying wall thickn^s at least on/he vertical container walls extending in the 
axial direction. 



10.[)] (Once Amended) Hol|lo 
[characterized in that] 

[it] the body is produc 
blank extruded from an annulait e 



body as jn claim 7 or 8, wherein 
Hby/ 



Tow-molding ni^od, whereby a tubular parison 
jsion nozzle is expanded in a blow-mold, with an 
appropriate nozzle-control settiffg^progressively anjHmiformly increasing the wall thickness 
of the parison blank in its axial Idirection, wMJeby means of a corresponding nozzle control 
the parison sections exposed to me hirfjpsfstress factors are provided with a greater wall 
thickness for the container regi©iTa[of the top and bottom panels extending at a 90° angle to 
the mold-parting plane so as to obtain in the finished blow-molded hollow body a virtually 
identical wall thickness, and mat by means of an appropriate third nozzle control element the 
parison blank is provided atieast in part with an additional augmentation of the wall 
thickness so as to obtain inAhe axial or vertical wall of the finished blow-molded hollow 
body, through the introduction of an additional amount of plastic material, a thick region for 
instance for a lateral hvmk fitting on a plastic fiiel container (KKB) or, in the case of an 
upright-format canister/Fassett), for a lateral handle or carrying-handle attachment. 
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1 1 D] (Once Amended) Hollow body as in claim 7, [8, 9 0^40,] wherein: 
[characterized in that] 

the thicker, strip-shaped wall regions are equally ^ck and the thinner, strip-shaped 
wall regions are equally thin. 

12.D] (Once Amended) Hollow body as in [one o^lhe preceding claims 7 to 11,] claim 7, 
wherein: 

[characterized in that] 

the thinner wall region betweej/ two rib^is at leas^ about twice or several times as 
wide as a rib. 



13. [_)]_-(Once-Amended)-Holiow/body as'iiy [one of jfie preceding^claims 7 to 12,] claim 7. 
wherein: 

[characterized in that] 

the ratio between the hetight (= ^^a^l^l^knQss) of the raised areas A (= rib, wave crest) 
and the thinner wall regions B m/ayep<mm) is A(H) : B(H) = l.l:ltol.5:l. 

14. D] (Once Amended) Hollo^^:>od^ as in [one of the precedjsig claims 7 to 13,] claim 7, 
wherein: 

[characterized in that] 

the number of ribs for a container diamet^ of approximately 23" (590 mm) is between 
20 and 60 and is preferably abom 3^. 



15.[)] (Once Amended)''H6l|bw body as in [one of the preceding claims 7 to 14,] claim 7. 
wherein: 

[characterized in that] 

for rectangular confainers^ [(]such as canistersD]^ each comer is provided with at least 
one or several ribs, with such ribs preferably extending upwards and/or downwards beyond 
the vertical wall toward ^d into the horizontal top and/or, respectively, bottom panels of the 
container. 
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